Work Order ID 85510 
June-08-12 2:46:24 PM 


D3401-041 Accept 


Page 1 


Item ID: *NOOOOA01 NA? Setup Start FAIS 4 * 
Revision ID: j Ë 

Item Name: Tow Cap Assembly Stop * N S 2 * 
Start Date: 08/06/2012 Start Qty: 16.00 *16* Cust Item ID: 

Required Date: 22/06/2012 Req'd Qty: 16.00 x4 Ar Customer: 

Reference: a 

a AA eia Dot pababa a CET d a Run Start. X * 
Approvals: Process Plan: — M Ca Date: 17.0 e[09 Tooling: I Date: N R 1 

? | Stop - 
OC: U. Date: —  —  — SPC(Y/N) _ so Date _ i #N R 2* 

Sequence ID | I “Operation I Set Up/ Tool ID Tool# Plan - | Accept Reject Reject ú Insp. 
Work Center ID Description Run Hours Qty Qty Number Stamp 
| Draw Nbr - Revision Nbr | 

Í D3401 Rev B x i 
I — ————M———MMM——  —— — s Si kaa e x — E, 
100 0.00 

*4 nn* BAND SAW : PE l Z 

Bandsaw Memo 0.00 Bc O AGANG 


Jeaspa Bandsaw Cut Blanks 4.20" Long 


110 l — 000 


DOOSAN LATHE - 
*141n* | 22 i 
Doosan i Memo 0.00 x 
Doosan Lathe Turn as per Folio FA532 & Dwg D3401 , 
Folio Rev: Dwg Rev: KS / 0) 
Deburr 2) é) 2 
120 QC2- Inspect parts off machine FAI/FAIB 0.00 


pa 2 i a 0.00 
. Memo . ; 
Quality Control 7 TN N | 25 GJ 2Q) 


ma eee 


Work Order ID 85510 


June-08-12 2:46:24 PM 
Item 1D: D3401-041 
Revision ID: 


Accept 


*RRR40* 
| .— *Nonnna4n1nn* 


Setup Sari #NG 1 * l 


Item Name: Tow Cap Assembly Stop * N S 2 * 
Start Date: 08/06/2012 Start Qty: 16.00 *416* Cust Item ID: 
Required Date: 22/06/2012 Req'd Qty: 16.00 * 4 6* Customer: 
Reference: 
TI z -> — Run Start 4 * 
Approvals: Process Plan: TECUM Date B Tooling: SH RETE) Date ga N R 1 
Sto 

qc: —_ Date SPC (Y/N): Date Po NRO2* 
Sequence ID/ l Operation CG Set Up/ Tool ID Tool# Plan ^ Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
130 0.00 
* 4 a n* HAAS CNC VERTICAL MACHINING #1 SL 12-01 Q3 
HAAS 1 


HAAS CNC vertical machine #1 


135 


*12R* 
QC 


Quality Control 


140 
*4AN* 
QC 


Quality Control 


Memo 


Machine as per Folio FA532 and Dwg D3401 


Folio Rev: PA 


Dwg Rev: Ë 


Identify as D3401-1 
Deburr & Buff rad as per Dwg D3401 


QC2- Inspect parts off machine FAI/FAIB 


Memo 


QC8- Inspect parts - second check 


Memo 


e oc 


00 L RO- 
0.00 1 I 4 2 
N Bin la [e3[24 1 g 


DQA: Date: 
NCR: Yes / No ` WORK ORDER NON-CONFORMANCE / UPDATE 
I QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 
Work Order: 


Rework Skid-tube Crosstube Prod. Eng. Coor. Engineering 

Part No. Scrap Machining Small Fab Rec/Store/Packaging Quality 
l Use-as-is Thermoforming Finishing Supplier 
Work Order Update Large Fab Composite Other 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT | FAULT CATEGORY o 
Landing Gear sa CL s Ga Hardware General 
| | Bending Passes Below Min Breaking N Burrs m Maintenance Set-up 
| Centre Not Concentric to O/S Missing l Contamination ll Mislabeled Supplier 
m Cracks l Size/Length || Cut Too Short l ü Off-Set Temperature/Cure 
| | Crushed/Crimp at Bending Spinning B Documentation/Data Gi Orientation Misread Weld 
mo Inspection Strip in Tube Threading ii Finish | Out of Calibration Wrong Stock Pulled 
m Other Wrong E Inspection Incomplete m Out of Sequence 
|| Positioned Wrong Drill Holes x Inspection Unqualified u Outside Dimensions EK Other 
|| Ripples on Inner Bend B Misaligned m Instructions Incomplete/Unclear a Over/Under tolerance 
| | Torque Waves in Extrusion E Ovalized - | Jigs/Fixtures/Tooling BN Part Lost 
a Turning Sequence l Over/Undersized Hi Kit Incorrect m Part Moved 
| | Wave/Twist in Tube || Too Many E Kit Missing b] Raw Material 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev F : 


Work Order ID 85510 
June-08-12 2:46:24 PM 


~ Item ID: 


D3401-041 


Accept 


#REBINE - 


* * 
Fo NOO0O00401 NN Setup Start *NG1* 
Revision ID: 
Item Name: Tow Cap Assembly Stop * N S Oe 
Start Date: 08/06/2012 Start Qty: 16.00 *416%* Cust Item ID: 
Required Date: 22/06/2012 Req'd Qty: 16.00 * 4 6* Customer: 
Reference: 
P mE Š Ka Gs ss Run Start 4 * 
Approvals: Process Plan: ` _ Date: Tooling: EN Date = N R 1 
Stop 
š E * * 
Date: SPC (Y/N): I Date N R 2 I 
Sequence ID/ ; Operation Set Up/ I ToolID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
150 0.00 
* 4 R(* i Small Fab ue 2 
Small Fab Memo - 000 Z. s Z 
Small Fab Drill and c'sink using DT8782 as per Dwg D3401 ap Jos ne 
NL - 
. 160 QC5- Inspect part completeness to step on W/O ` 0.00 QAS: 
. i 4 Ta Q 
: *180* I lowe? = 
b Say Memo 0.00 9$ — 7 
“. Quality Control 
170 Chemical Conversion Coat per QS1005 4.1 0.00 << 
"*47(Y* | ny VX 9 2 
HañdFinish Menio 0.00 


Hand Finishing 


"O 


d 


h, 


Work Order ID 85510 


June-08-12 2:46:24 PM 


Item ID: D3401-041 


*RA540* 


Accept 


* 
R NONNNAN1 NN Setup Start *NS 1 * 
Revision ID: 
Item Name: Tow Cap Assembly Stop k N S 2 * 
Start Date: 08/06/2012 Start Qty: 16.00 *16* Cust Item ID: 
Required Date: 22/06/2012 Req'd Qty: 16.00 *4 Ar Customer: 
Reference: 
EE mig 2 Run Start xy * 
Approvals: Process Plan: Date: ` Tooling: Nm Date: K N R 1 
Sto 
QC: Date: SPC (Y/N): Date: — P #N R OF 
Sequence ID/ Operation. I Set Up/ Tool ID Tool# Plan Accept Reject Reject 7 Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
180 White Gloss(Ref:4.3.5.1) per QS1005 4.3-Alum 0.00 w] 7 
K4 RN - c X V D m 
Powdercoat Memo e ty l 5 0.00, = Jg 0G 
Powder Coating START TIME: of 
Ll | OVEN TEMPERATURE: i Q 
FINISH TIME: 
MIAS ES 
190 QC3- Inspect Part Finish 0.00 
*10n* rA d / b < 5? 
QC Memo 0.00 
Quality Control 
195 Assemble as per dwg 0.00 ü 
*1QR* 4 y Í A] alea los 
HandFinish Men 0.00 
Hand Finishing 
S 


Work Order ID 85510” *QRRAQ* — dca 


June-08-12 2:46:24 PM quem 


Setup Start *NIQ 4 


Item ID: “D3401-041 I | “Accept | *Nannnant NA 


Revision ID: 


Item Name: Tow Cap Assembly Stop * N S 2 * 
Start Date: 08/06/2012 Start Qty: 16.00 *46* Cust Item ID: 
Required Date: 22/06/2012 Req'd Qty: 16.00 *4 A- I Customer: 
Reference: 
: — re ENS 7 NS Ce Ë Ë Run Start 4 * 
Approvals: Process Plan: 7 j Date: . Tooling: _._. Date: ` o » N R 1 
Stop 

QC: | | —_ - Date: |... SPC (Y/N): u Date: * N R Oe 
Sequence ID/ T I Operation i kad Set Up/ I Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
200 QCS- Inspect part completeness to step on W/O 0.00 
*onn* Gé ea s 
QC Ms Memo 0.00 


Quality Control 


210 Identify as per dwg & Stock Location: t ec 0.00 j | 
A 4 

*21n* XI AJ dono, 
Packaging Memo 0.00 

Packaging f 
220 : QC21- Final Inspection - Work Order Release 0.00 / A J 7 / í 

*OON* _ 

QC Memo 0.00 


Quality Control 


fi pots 


. x 
Picklist Print 
June-08-12 2:46:28 PM 


Work Order ID: 85510 
D3401-041 
Tow Cap Assembly 


Parent Item: 


Parent Item Name: 


REGINE 
*D3401-041* 


Start Date: 08/06/2012 
Start Qty: 16.00 


Required Date: 22/06/2012 
Required Qty: 16.00 


Comments: IPP A05.09.01 New issueKJ/JLM 
Component Item ID/ Replacement Mfg/ Bin Primary Last Route Unit of 
Item Name Item ID Purch Item Location Location Seq ID Measure 
NAS1330C3KB116 Purchased No 100 Each 
* * 
NAS1330C3KR116 
Insert 
Location Loc Qt 
ST276 418 
102606 18 
103337 400 
M6061T6R3.500 Purchased No 200 f 
* ^. * 
MG061T6R3 500 
6061 RD bar 3.50 
Location Loc Qt 
MAT036 6.5 
11923] 0.4 
« 120708 6.1 


Otyon Qty per Kit Total Qty Date Status 


Hand Qty Issued Issued 
418.0000 4 


64 
2 nn HA f ylogloc. 


Loc Code 


X KY 2 wo 


6.5000 0.35 5.894737 


* RN 136 Zo _ 


Loc Code 


=<" 


DQA: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 
QA Closed: Date: 


DISPOSITION | AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Prod. Eng. Coor. Engineering 

Part No. Scrap Machining Small Fab Rec/Store/Packaging Quality 
l Use-as-is Thermoforming Finishing Supplier 
NCR No. i Work Order Update Large Fab Composite Other 


Doc/Data 
Equip/T: oo 


Supplier 


Training 


FAULT CATEGORY 
Landing Gear Hardware General 
m Bending Passes Below Min Breaking Bü Burrs al Maintenance Set-up 
m Centre Not Concentric to O/S Missing E Contamination E Mislabeled Supplier 


NH Cracks 


| | Crushed/Crimp at Bending 
8E Inspection Strip in Tube 
» | RG Other 

S Positioned Wrong 

|| Ripples on Inner Bend 

a Torque Waves in Extrusion 

| | Turning Sequence 

| | Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev F 


Size/Length 
Spinning 
Threading 
Wrong 
Drill Holes 
|| Misaligned 
E Ovalized - 


a Over/Undersized 
E Too Many 


m Cut Too Short 


| |Documentation/Data 


| Finish 

Ez Inspection Incomplete 

BH Inspection Unqualified 

E Instructions Incomplete/Unclear 
E Jigs/Fixtures/Tooling i 
BH Kit Incorrect 

a Kit Missing 


ui Off-Set Temperature/Cure 
a Orientation Misread Weld 

is Out of Calibration Wrong Stock Pulled 
| | Out of Sequence i 

| Outside Dimensions BE Other 

|| Over/Under tolerance 

E Part Lost 

[i7] Part Moved 

Bi Raw Material 


DART AEROSPACE LTD Work Order: | 225 O | 
Se 

Description: Toe Cap |.” Part Number:| D34011 | 
a ess 


pu p 
| [,. Page! of 1 


FIRST ARTICLE INSPECTION CHECKLIST 


[x] First Article [| Prototype 
Drawing Actual 
Tolerance 
Dimension Dimension 


mas | KG na 
03.225 +0.000/-0.005 | X ` Wa 

LA. | 

EG 

L ud 


Inspection Dwg: D3401 


2.08 ` +/-0.030 2.0 x 


4.00 +/-0.030 
0.50 +/-0.030 
R0.75 +/-0.030 


Prototype Approval: N/A 
Date: N/A 


Approykd 
KIIILM Ak] CZ7/ | 


06.06.02 | New Issue P/O D3401-041 


H:FORMS Quality Assurance\approved QA\FAI revD 


VN i SHOP COPY 
RETURN TO 


INSTALL RAS 1330038116 
AFTER FINISH 
(TYP 4 PLACES) 


I Tori. 'E' (60.250-00.256) 
C'SINK (20.391x1007) 
(4 PLACES) 


31và 


A 0.000 
= 93.225* 9-000 
$3.43040.005 


SECTION A-A 


D3401-1/-041 TOW CAP 


6090 S0 


AB NMYYO 


D3401—1 TOW CAP 
1) MATERIAL: MAKE FROM ALUMINUM 6061-T6 63.500 ROUND BAR 
PER QQ-A-225/8 OR AMS-QQ—A-200/8 
(REF. DART SPEC M6061T6R3.5000) 
2) BREAK ALL UNMARKED SHARP EDGES 0.005 TO 0.015 
3) ALL DIMENSIONS ARE IN INCHES 
4) ALL TOLERANCES ARE PER DART QS! 018 UNLESS OTHERWISE NOTED 


60'90'S0 
*CCOSO ` 


"ONE ‘WSN 3OvdSON3V LYvd Aq S007 © 3Y6UAd09 


JASSI MIN - 


D3401-041 TOW CAP 
1) FINISH: ACID ETCH AND ALODINE PER DART QSI 005 4.1 
POWDER COAT ASSEMBLY WHITE (4.5.5.1) PER DART QSI 005 4.3 


CONI Sñ 3OvdSOW3V LUVO WOH3 NOISSIWH3d N3LUYM INOHLIM NOSN3d #IHLO ANY Ol GILYIINAWWOD YO 
Q3IdOS YO 3SOdANd ANY YOJ GISN 38 Oi LON Si 4b 1VHL NOWWGNOD SS3YdXI 3HL NO O3MddNS SI ONY TVIINJOLINOD GNY ZIVAINd SI INIWNJOG SIHL 


'H29010VH iMOd 


'ONL ‘YSN 3ovdSOW3V LUYA 


YM 


SNIQVe SAOWSY'SCISNI YIIWYHO 


NAS1 330C3K8116 116. 


UU” INSERT 


k dO | L33HS 


